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What is claimed is: 



1. Method for treating a moving wel/in a paper- or 
boardmaking machine, wherein 

- forming a web on a moving wire, 

- removing water from th/ web by pressing, 



- drying the web by me, 
cylinder, and 



- subjecting the y 
of at least one 
cylinder, 



to surf&ce treatment by means 



characte 



1 Z; 




t least one dryea 



lque tfrior to the first dryer 



"in that 



- arranging 
fer belt 
treatment 



the/fceb to travel supported by a trans- 
r^yous to water during at least one 
tetf £rior to said first dryer cylinder. 



xmpe 



2. Method according to claim 1, character- 
ized in that /a web treatment substance is applied to 
the web surface /during at least one treatment step prior 
to the first dyVer cylinder and the web is arranged to 
travel supported by a transfer belt (9) so that the side 
of the web to/ which the treatment substance is applied is 
facing the transfer belt (9) , whereby the treatment 
substance i^ pressed by means of the transfer belt onto 
the web. 



3. Methocy according to claim 1, character- 
ized in that at least one side of the web is calen- 
dered against a transfer belt. 



MetHod according to claim 1, characte 



r - 
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to a 



i z e d in that the web is subjected to a surface treat- 
ment while its solids content is in the rai/ge of 10 
60 %. 



10 



5. Method according to claim 1, 2 or 3/ charac- 
terized in that the web is dewaliered in at least 
one step by pressing the web with the/help of an endless 
felt (14) against the transfer belt f{9) by means of press 
element (13) . 



6. Method according to claim 5, 
i z e d in that the web is pressed by 3. 
against the transfer belt (9) i 



character- 
felt (14) 
press (13 ) . 



ioe 



15 7. Method according to claim M, character- 
ized in that the web is/pressed by a felt (14) by 
pressing it against a transfer belt (9) by a roll (12) 



8 . Method according t 
20 i z e d in that the 

noncont acting dryer tfnor 



7 

web 



cl^i/fl 1, c h a^or a c t e r 
ewaterea by means of a 
J:hg^-first dryer cylinder, 



9. Method according t^ /claim 1, character 
1 z e d in that the web is being conveyed at least when 
25 it is dewatered under pressing in a continuous contact 

with at least one endless support element such as a wire, 
felt or transfer bell 



10. Method according to claim 1 or 2, charac- 
30 terized in oiat the web treatment substance is 

applied to the surface of the transfer belt (9) by means 
of a film-transfer applicator device, spray applicator, 
jet applicator or / short-dwell applicator, whereby the 
treatment substance is applied to the web as a film which 
35 travels on the surface of the transfer belt (9) . 



11. Method according to claim 1 or 9, charac- 
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terized in that the web treatment Substance is 
applied in at least one step directly tc/ the web surface 
by means of a spray applicator (S1A, SI 

12. Method according to claim 1 or 9^, charac 
terized in that the web treatment substance is 
applied directly into the nip defii^ed between the 
transfer belt and the web. 



10 



15 



20 



13 . Method according to claim 1 
terized in that the web Jsfeatme 
applied to the transfer beltya^ld whe 



charac - 
t substance is 
necessary also 



directly to the web by an 
the contact angle between 

14 . Method accordi 
i z e d in that 
press prior to 
cylinder . 



srnoi/nt that forms a pond into 
the transfer belt. 



15. Method acc 
i z e d in tha 
pass through th< 




c3/aim 1/ character 
ited in a calibrating 
to the first dryer 



/s tr€ 



ye we i 



claim 14, character 
ransfer belt (32) is adapted to 
the calibrating press (SN) . 



25 16. Method according to claim 14 or 15, charac- 
terized in that the web is treated in a 
calibrating press paving its nip defined between two 
rolls (20, 21), wherein the treatment substance is 
applied to one roll (21) of the calibrating press by 

30 means of an applicator device (S2) and the treatment 

substance is subsequently transferred from the surface of 
the roll (21) tp the web. 



17. Method according to claim 15, character- 
35 i z e d in thfat the web is treated in a calibrating 

press (SN) haying a nip defined between two rolls (2 0, 
21) and a belt (36) adapted to run about one roll (21) , 



20 

wherein the treatment substance is applied/ to the surface 
of the belt of the calibrating press by rafeans of an 
applicator device (S2) and the treatment/ substance is 
subsequently transferred from the surface of the belt 
(3 6) to the web. 



10 



15 



20 



25 



30 



35 



18. Method according to claim 15, /character 
i z e d in that the web is treated in a calibrating 
press (SN) having its nip defined /between a roll (21) and 
a shoe roll (3 7) having a belt {3/S) adapted to run about 
the roll (21) , wherein the treatm^ft substance is applied 
to the surface of the belt (36>7 of the calibrating press 
by means of an applicator device (S2) and the treatment 
substance is subsequent ly/t rams f e^red from the surface of 
the belt (36) to the wej 

19. Method according to cl/airr^ 2L character- 
ized in that the web i*s ^dapre^co pass through a nip 
defined between twyb transfer/belts (32, 36) pressable 




against each other, wherein the treatment substance is 
applied to the suirf aces /o£ both belts (32, 36) and the 
treatment substance is H- 
surfaces of the web 



bsequently transferred to both 



20. Method according to claim 1, character- 
ized in that thej web during a dewatering step 
performed by pressing is supported at least partially by 
of a felt, belt, roil, cylinder or air blow/vacuum 
support means . 



/ 

21. Method according to any one of claims 1, 8 



20, 



characterized in that the web is dried after 

a treatment substance during the first 
means of a noncont acting dryer such as 



the application o 
treatment step by 



a radiant heat dryer or air- impingement dryer. 
22. Method according to any one of claims 1, 10 



21, 



VJ 
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characterized in that/ at least two layers of 
treatment substance are applied act least to one side of 
the web during at least two separate web treatment steps . 

5 23. Method according to any ©ne of claims 1, 10, 22, 

characterized im that at least one layer of 
a web treatment substance id applied to the web by means 
of a film- transfer roll (2^) . 

.10 24. Method according to /claim 1, c/h aracter- 
i z e d by using a web oeatment substance comprising 
surface size or coating/mix in the form of a liquid, 
dispersion, emulsion Aij foam. 



15 25. Method according/ to/claim 1, 
i z e d in that/the /weiS is pres 
means of a transfer JoeXt (9) 



'character- 
ed against a roll by 



20 



26. Assembly /for 
assembly comprisintf 



/aperyor boardmaking machine, the 



- a wire \ section (2, 3) for forming a moving web of 
paper or ^>o^d, 



25 



- dryer means (4 - 14) for removing water from the 
web by pressing, 



30 



35 



- at least} one dryer cylinder (1) for drying the 
web , and 

- at leaaft one surface treatment device (S1A, SIB or 
SN) for creating the surface of the web prior to the 
first dryer cylinder (1) , 



c h a r a c t 



e r i z e d by 



at least one transfer belt (9) that is impervious 



\! 
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to water forming 
web is arranged 
step . 

27. Assembly according 
i z e d by means (S 
substance to the web 
in a manner that cau 
pressed into the web 

28. Assembly according 
terized in that 
treatment devices is 

29. Assembly according 
i z e d by 

- a felt (14) adap 
transfer belt ( 
passed between 
(9) , and 



at least one 

linst 
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which the 
ace treatment 



a c t e r 
reatment 
r belt (9) 
to be 



h a r a c 
ace 



a c t e r - 



said 

treated is 
ransfer belt 
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pressing the 

felt (14) against the transfer belt (9) for removing 
water from the/ web by pressing. 



30 



30. Assembly according to claim 29, character- 
ized in that ysaid pressing means is a shoe press 
(13) . 

31. Assembly according to claim 29, character 
i z e d in that said pressing means is a roll (12) . 



32. Assembly according to claim 27, character 
35 i z e d by yat least one noncontact ing dryer means used 
for drying the web prior to the first dryer cylinder. 
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33. Assembly according to claim 26, character 
i z e d by at least one felt (4), wire or/belt (9) and 
means (5) for picking the web off from a yyfeb-forming wire 
(2) and passing the same supported by at/ least one felt 
(4), wire or belt to the next belt (9)/ f/elt or wire 

34. Assembly according to claim 330^c haracter 
i z e d by a wire (15) of a grou^Ml) of dryer cylinders 
and means (16) for picking the Veb off from said transfer 
belt and passing the web at latest partially supported by 
said wire via said dryer cy]/Lhders (l) 



35. Assembly according t 
i z e d by at least one 
transfer belt (9) for p 
supported manner and i 
endless loop support m 
step . 



/clafim 34 



sin 
cont 



ans 



a r a c t e r 
and^at least one 
Teb in a continuously 
nuous connection with said 
hrough a pressing dewatering 



36. Assembly according to claim 26, character- 
ized by means for applying a web treatment substance 
to the surface of /the transfer belt, whereby said means 
may comprise a f i/lm- transfer applicator, spray applica- 
tor, jet. applica/fcor or short-dwell applicator device. 

37. Assembly according to claim 26, character- 
ized by ay least one spray applicator device (S1A) 
located withiA the area of the pressing dryer means for 
applying a wefb treatment substance directly to the web or 
into the nip/ defined between the web and the transfer 
belt. 



38. Assembly according to claim 26, character- 
ized ify a calibrating press (SN) located in front of 
the dryer/ cylinders (1) or a calender through which the 
web is adapted to pass . 
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39. Assembly according to claim 38, c hv& r a c t e r 
i z e d in that the transfer belt (9) i/ adapted to pass 
through the calibrating press. 

40. Assembly according to claim 39,, 
i z e d by means (S2B) for applyi 



substance on a roll (21) located 
the endless-loop transfer belt 
press (SN) . 



h/aracter- 
eb treatment 
exterior side of 
of the calibrating 




41. Assembly according to ctfaim 38 or 39, charac 
terized by a belt las) adapted to pass as an 
endless loop over said rj/ll (21) located on the exterior 
side of the endless-loo^ transfer belt (9) and by means 
(S2) for applying a w^b j/rea/n|ent substance on the 
surface of said belt 



42. Assembly acco^i 
i z e d in that sj&i 
shoe press (37) . 




clpim Jtl, character- 
press (SN) comprises a 



43. Assembly acceding' to claim 26, character 
i z e d by 



- at least two transfer belts (32, 36) adapted to 
move at lesfst a portion of their travel opposed to 
each othey so that the web is passed therebetween, 

- means VS1, S2) for applying a web treatment 
substanofe to the surfaces of the belts (32, 36), and 

- means' (20, 21) for pressing said belts (32, 36) 
against each other for setting up an application 
pressu/re , 



44 . Asser 
40, 43, c 



>ly according to any one of claims 26, 36, 37, 
haracterized by at least one 
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noncontacting dryer sutf^as a radiant heat dryer or air- 
impingement dryer seeing to dry the web after the appli- 
cation of a web tp?e'a£ment substance. 

45. Assembly/4ccc/tfding to claim 26, character- 
ized by ait l^ayfe\one/f ilm- transfer roll (21) for 
applying a web /r/atment substance to the web surface . 

46. AsseniblVa^cording to claim 26, character- 
ized in /that at least one transfer belt is adapted to 
pass over yhe roll in a manner permitting the web to be 
pressed by/ means of the transfer belt against the roll 
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